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RIVETING PROCESS VERIFICATION
Check items
Criterias
OK
Check results
Improvement
dpt in charge
Due date
Jig specifications
1
Set the jig according to riveting
There is no movement when fixing it
2
You can caulk in the correct position
It is set in the correct position  by jig as indicated in the drawing.
Punch specifications
3
Replacement rules (Freq., Shape and size of punch)
1. Replacement frequency or criteria is defined.
2. There is records of punch replacement 
4
Visual control for tool replacement
1. There is control of punch (clear indication of caulking machine no. and before and after)
5
Punch shape confirmation, and presence or absence of urethane when replacing punch.
Actual sample or picture is displayed and procedure is indicated.
Initial setup
6
Caulking number and position is specified and verified on WI
There is a sample or picture, there is records of verification and also there is a work instruction 
7
Record and verify conditions for the set up.
1. Air pressure (pressure force), pressure time and rotation frequency are written per part number.
2. The setup value and actual measuring value of air pressure (pressure force), pressure time and rotation frequency are regularly checked and recorded. Pressure time is secured by a timer. 
Pokayoke
8
Poka Yoke to prevent skipped riveting process
1. PY like PY hole with sensors. 
2. PY confirmation before start the work.
Process change
9
Process or operator change procedure
There is guidelines to confirm quality when there is a change on 4M 
Quality inspection
10
Method to find caulking process defects, or manufacturing defects. (floating, different axis and different position, etc.)
 
1.Confirm accuracy of measuring instrument used for height and strength.
2. Number of riveting has been set and controlled by counter, etc..
3. First, middle and last product is inspected for height, diameter, strength, and records are mantained.
4. There is a procedure and records with time of operator verification and judgement
11
Shall keep the material after checked for riveting strength
1. Must have a standard for "check point", and it shall instruct where to store the verified material.
2. Records of the verification must be at process line. 
12
Adequate riveting strength verification frequency
Frequency for inspection is enough to contain nonconforming material within the plant 
13
Supervisor involvement
There is evidence of supervisor verification of inspection at least once a shift
Training
14
Operator understand types of defects and wear of punch
Defective samples are maintained and there is training records
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SQA
This form is used to verify proper control for brackets or chassis involving a tap
Jorge Valles
TAPPING PROCESS VERIFICATION
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